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Directions for Adjusting 
Lead and Rule Mold Operating Attachment* 

1 Caution: If the parts for Lead and Rule Casting, including 
le Mold, are not in position, they must be so placed in accord- 
ice with "Directions for Changing from Composition to Rule 
asting," as described in 1f41 and following before continuing with 
le following directions: 

2 Micrometer Wedge and Stand. Object: To regulate the 
:roke of the Mold Blade. 

3 If a stroke is required, use the left-hand hole T of the 
vo at the right-hand end of the Stand U. If a }4" stroke is re- 
tired, use the right-hand hole S of the two at the right-hand end 
'. the Stand U for the Screw, as shown in Fig. 1. 

4 A finer adjustment of the stroke (for example, to make the 
mction of the face of a rule coincide with the junction of the 
ydy) is obtained by raising or lowering the Micrometer Wedge 
by means of its Adjusting Screw H. This adjustment is made 
: the start of a cast from an examination of the product (1f55).f 

5 Spring Box. Object: That the Mold Blade will bear 
•mly against its Stops at each end of its stroke. 

6 With the Nuts A and D backed off, turn the machine to 
)°. Adjust the Nut A on the left end of the Spring-box-spring 
od C to give A* compression on the Spring. This compression 
measured by the amount the Spring Abutment, against which 
te Nut A abuts, is moved to the right, by the Nut A; A* com- 
■ession will bring the face of the Abutment about flush with the 
id of the Spring Box. Lock the Nut A with its Lock Nut. 

7 Turn the machine to 220°. Adjust the Nut D on the right 
Ld of the Spring-box-spring Rod C to give A* compression on 
ie Spring. This compression is measured by the amount the 
>ring Abutment, against which the Nut D abuts, is moved to 
e left by the Nut D; ' compression will bring the face of the 
butment about flush with the end of the Spring Box. Lock 
e Nut D with its Lock Nut. 

8 If it is impossible to make these compressions tV", the 
uxiliary-bracket Clamp Bolt Y and the Adjusting Screw Z 
ill have to be adjusted to swing the Bracket B slightly one way 

•Note: All references in the following to "front." "rear/* "right" and "left" assume 
: operator standing In front of and facing the machine. See the direction arrow on each 
jre. The Gothic letters designating the parts In this chapter refer to Fig. 1 except where 
lerwiae noted. 

t Note: The equipment to accompany Molds Nos. 2 to 7 inclusive had (in place of the 
rcROMETBR-WEDGE Stand iust described) a Mold-blade-abutment Adjusting Block 
ich takes the position of the left Bridge foot and is held by one of the regular Bridge 
?u W a" The adjustment for length of stroke with this arrangement is obtained by means 
the Adjusting Screw in this Block. y 
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or the other to give the required compression. The Bracket B 
should be kept as nearly horizontal as possible. 

9 When changing from yi h stroke to J^" stroke or vice versa 
it is necessary to readjust the Nut D on the right of the Spring 
Box, and when changing Molds the adjustment of the Nuts on 
both ends should be tested. 

10 Clamping-screw Connecting Rod. Object: To clamp 
the Type Blocks against the cast product while making the jiext 
cast and to release them for ejecting, 

1 1 Connect the Clamping-screw Connecting Rod J to the 
Lever P on the Mold. Adjust the Nut K on the upper end of 
this Rod so that there is fV* compression on its Spring L when 
the Centering-pin Lever E is at the bottom of its stroke with 
the Mold heated up and the machine running at 120 r.p.m. 
Watch this adjustment carefully, because if the Clamping Lever 
P works down (1fl2) this compression will be lost (H13). 

12 The outer end of the Clamping Lever P on the front of 
the Mold should be between the horizontal and Y% below hori- 
zontal when this setting is made. If it is not, note how much it 
needs to be turned in either direction to correct it. Turn the ma- 
chine until the Centering-pin Lever is at the top of its stroke, 
loosen the Lock Nut to free the Clamping Lever, and, holding 
the Clamping Screw from turning, swing the Clamping Lever to 
the right or left as required and lock it with the Lock Nut. Now 
test again the clearance beneath the Nut K on top of the Clamping- 
lever Connecting Rod as described above. 

13 If through wear or loosening of this adjustment the com- 
pression on Spring L becomes less than ^V", readjust to make it 
iV". If the moving end of the Lever P on the front of the Mold 
works down so that at the bottom of its stroke (machine running 
at 120 r. p. m.) it is more than yi" below the horizontal, it must 
be readjusted.* 

1 4 From this point %49 is a continuation of the adjustments for 
casting. If the Automatic Cutter is to be adjusted see the following: 



* Note: Equipment to accompany Molds Nos, 2 to 7 inclusive had on the Connecting 
Rod a short Spring with a Sleeve beneath it. The length of this Spring is adjustable by 
means of two Nuts below the Sleeve and should be adjusted (after the preceding adjust- 
ment) so that when the Centering-pin Lever is at the bottom of its stroke the length of 
this Spring is 1 H inches. 



CHAPTER II 

Directions for Adjusting 
Automatic Cutter Mechanism* 

15 Thrust-bar Operating Rod. Object: To insure the 
proper engagement of Thrust Bar P by the Cam Lever S. 

16 Caution: If Connecting Rod adjustment (1f21) has not 
been previously made, remove Pin U before proceeding. 

1 7 Trip the Thrust Bar P (so that it is in its front position) 
by pulling the Shear-blade-shoe Tube E to' the right by hand. 
Turn the machine until the Shear-cam Lever S has pushed the 
Thrust Bar P all the way down. The machine is kept in this posi- 
tion for this and the next two adjustments. Adjust the length of the 
Thrust-bar Operating Rod N by screwing it in or out of its Eye 
Q so that the Cam Lever S rests in the bottom of the fillet of the 
Thrust Bar P. 

18 Thrust Bar, Object: To transfer leads or rules to the 
Stacker Plate W. 

19 Have the machine in the position described in l[17 f that is, 
with the Thrust Bar P tripped (in its front position) and the ma- 
chine turned until the Shear-cam Lever S has pushed the Thrust 
Bar P all the way down. Adjust the length of the Thrust Bar P, 
by means of its two Nuts 0, until the ends of the Pushers F pro- 
ject rV" in front of the front face of the Rear Bar B. Be sure 
that the Thrust Bar P is not jammed between the Shear-cam 
Lever S and the Shear Bell Crank M," that is, see that the front 
end of the Shear Bell Crank M can be pressed down to give clear- 
ance between the Cam Lever S and the Thrust Bar P. If this 
clearance does not exist, the Nuts must be adjusted until there 
is a slight clearance; this may position the Pushers F so that their 
ends are slightly less than & in front of the front face of the 
Rear Bar B, as just described. " -x 

20 Caution: When tightening the Lock Nuts be sure not 
to turn the Thrust Bar P about its vertical axis and thereby jam 
the Operating Rod N in its guide — or break it. 

21 Connecting Rod. Object: To stack leads or rules. 

22 Remove the Pin U from the upper Eye T of the Connect- 
ing Rod R. Have the machine in the position described in If 17, 
that is, with the Thrust Bar P tripped and the machine turned 
until the Shear-cam Lever S has pushed the Thrust Bar P all 
the way down. Turn the Stacker Rock Shaft I over toward the 
rear until its 'lug is up against its stop. Make the length of the 


* Notk: AU references in the following to "front," "rear,"* "right" and "left" assume 
the operator standing in front of and facing the machine. See the direction arrow on each 
fissure. The Gothic letters designating the parts in this chapter refer to Fig. 2 except where 
otherwise noted. 
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Connecting Rod R such that its Pin U can be inserted freely 
through the Eye T with the parts in the position described. 

23 Caution: Be sure the Pin U enters the Eye T and the 
hole in the lug on the Rock Shaft I freely; never force it in. 

24 Shear Bell Crank. Object: That the Shear Blade will 
not interfere with the leads or rules entering the channel. 

25 With the Thrust Bar P in its upper position, adjust the 
Shear Bell Crank M by means of its Adjusting Screw L so 
that when the Shear Blade K is pushed forward with the fingers 
to take up all play it just clears the rear side of the rule passage. 
With the parts in this position make sure that the Thrust Bar P 
will pass under the Shear-cam Lever S. If the Thrust Bar P 
will not pass under the Shear-cam Lever S, readjust it (1(17) 
until it will do so. 

26 Transfer Bars. Object: That the Transfer Bars will 
open wide enough to clear the product as it comes from the Mold 
and to grip it tight while transferring it to the Stacker Plate W. 

27 Adjust the Screw J so that the distance between the 
Transfer Bars B and C is just slightly greater than the size of 
leads or rules being cast. This adjustment must be made for each 
change in point-size of product. 

28 Guide Roller. Objects: (a) To make leads or rules 
straight; (b) to make the ends of short lengths square. 

29 To make the product straight, cast two long lengths of the 
product for which the machine is adjusted. Lay them on the Gal- 
ley, foot to foot. If the feet do not touch throughout their length, 
the Guide Roller N (Fig. 1), which is on an eccentric, must be re- 
adjusted by means of the Roller-shaft Handle M (Fig. 1). Con- 
tinue comparing two lengths of the product and adjusting the 
Roller N until the leads or rules are straight. This test should 
be made each time a Mold is changed, and on long, continuous 
casting this test should be made frequently. 

30 To make the ends of short leads square, stand two on end 
on a flat surface, foot to foot. If the feet do not touch throughout 
their length, readjust the Guide Roller, cast new pieces and test 
again. 

31 Support. Object: To support long lengths of the product. 

32 Adjust the Support D so that the leads or rules will just 
slide over and be supported by its top face. This gives a support* 
to the right end of the leads or rules and prevents their bending 
from their own weight. 

33 Length of Lead or Rule. Object: To obtain any length 
of lead or rule from 6 picas to 25" inclusive. 

34 Loosen the Clamp Screw H and slide the Collar G to the 
right or left on the Tube E until the Stop, against which the lead 
or rule strikes, is the required distance (as measured by a gage) 
from the cutting edge of the Shear Blade. Tighten the Clamp 
Screw H. 



* Notb: Some of the earlier Attachments did not have this Support. 
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35 Always use the Stop to the left of the Collar except when 
the lead or rule is too long (see following Caution), then it is neces- 
sary to use the Stop to the right of the Collar. 

36 Caution: When casting long leads or rule be sure that 
when the lead or rule has pushed the Stop as far to the right as 
possible there is at least -fa" clearance between the Stop and the 
right-hand Guide A of the Tube E. 

37 Caution: Never cut leads or rule any length less than 
twice the stroke of the Mold Blade. For example, if casting 
with a *A" stroke of the Mold Blade, and leads IX" long are de- 
sired, the Micrometer Wedge must be changed to give length of 
stroke yi". (See If 3 of these directions, also ■ffl of "Directions for 
Care and Cleaning Lead and Rule Molds.") 

38 Box for Short Lengths. For leads or rules not long 
enough to stack use the Box furnished with the Attachment. Dis- 
connect the Connecting Rod R and attach the Box to the Stacker 
Plate directly under the Shear Blade. 

39 Guide for Two-point Product. Object: To prevent 
buckling of two-point product. 

40 The Guide Plate (Figure 1) is provided for this pur- 
pose. It is positioned by hooking its left end over the Friction- 
block Adjusting Screw Q (Fig. 1) on the Mold and resting its 
right end on the Guide Roller N (Fig. 1). Some of the earlier 
attachments did not have this Guide Plate, but, instead, had an 
Adjusting Screw and a Guide Spring. To adjust this Guide 
Spring, back off the Adjusting Screw until the Guide Spring 
touches the lead or rule. Screw in the Adjusting Screw until it 
touches the Guide Spring, then give it one-quarter of a turn more. 
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Directions for Changing 
from Type Casting to Lead and Rule Casting* 

41 Remove the following: Bridge; both Type Channel 
Blocks; Type Carrier with Extension, Connecting Rod, 
and Shoes; Type Pusher and Guide; Bridge-lever Connect- 
ing Link; Piston; Pump Body; Galley-pan Support complete. 
On a composing machine remove also Pin-jaw-tongs Spring com- 
plete and its Links; disconnect the Locking-bar Cam Lever, f 

42 Put in place the following: The special Pump Body and 
its special Nozzle should first be put in the Melting Pot to heat 
up. When they are hot, insert the Piston (also hot) furnished 
with the Attachment. (This Piston is the same as the standard 
Piston and is furnished special with this Attachment to insure a 
close-fitting Piston — use it only with this Attachment.) 

43 Swing Mold-blade Operating Bar V from top of Cen- 
tering-pin Lever E (where placed when not in use) into operating 
position (see Fig. 1). On a composing machine swing the front 
Pin-jaw-tongs-spring Bell Crank to the front, or remove it 
entirely, to clear these parts.t 

44 Put the Centering-pin-lever Bracket G on the Center- 
ing-pin Lever from underneath and tighten the C Clamps F.§ 

45 Turn the machine to 15°. If the Attachment has not been 
adjusted, back off the Spring-rod Adjusting Nuts A and D before 
attempting to put on the Mold. Take the Mold R in the right 
hand and pull its Blade to the left as far as it will go, raise the 
right end of the Mold-blade Operating Bar V and put the lug 

* Note: AU references in the following to "front," "rear," "right' 4 and "left" assume 
the operator standing in front of and facing the machine. See the direction arrow on each 
figure. The Gothic letters designating the parts in this chapter refer to Fig. 1 except where 
otherwise 'noted. 

t Note: In addition to above parts the Typb-carrier-cam-lever Extension must be 
taken o£f machines equipped with the older style Spring Box arrangement where the Spring 
Box is direct connected with the Mold-blade Operating Bar. 

J Note; On machines where the Spring Box is direct connected to the Mold-blade 
Operating Bar, screw the Mold-blade Operating Bar, for the Attachment on to its 
Extension in the Spring Box and lock it with its Lock Nut so that the lug on the right end 
of the Bar will be to the front. Put these parts in position on the machine with the Cam- 
lever Extension X, on the Spring Box, in the end of the Type-carrier-cam Lever where 
the regular Extension was. Screw the regular Extension Adjusting Bolt into the lower 
end of the new Extension to draw the new Extension down so that its shoulder is solid on 
the top of the Cam Lever and lock the Adjusting Screw with its Lock Nut. Tighten 
the Cam- lever-extension Clamp Bolt W taking care that the Extension is not swung 
sideways so as to spring the Mold-blade Operating Bar out of place. 

§ Note: For machines equipped with the older style of Centering-pin-lever Bracket 
for use with the older style Molds having the short Clamping Lever on the front of the 
Mold, put the Bracket on the Centering-pin Lever from underneath, slipping it onto the 
Centering-pin-lever Stud. Swing the Bracket Eye Bolt up into the slot in the right 
end of the Centbring-pin Lever and tighten its Wing Nut. Put the rear Bracket Clamp 
in position so that tightening its Nut clamps the rear arm of the Centering-pin Lever (be 
sure the countersink in the front end of this Clamp fits over its bearing or the Clamp will 
bind). It will be necessary to Bwing the Gag Block b36BlB, if on the machine, out of the 
way of the Bracket. 

S 
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on it into its hole in the Mold Blade; lower the Mold R and the 
Operating Bar V into position. Put on the regular Mold Clamps. 
Use the regular Mold Screws for the front and left Screws, and 
for the rear right Screw use the special Screw (furnished with the 
Attachment) which is longer than the regular Screw. Caution: 
Never use this special Mold Screw with other Molds, as it would 
bottom in the Mold and spring the Blocks.* 

46 Turn the machine over until the Mold Blade is at the 
right end of its stroke. Put the Micrometer-wedge Stand U on 
the machine in place of the Type-carrier Shoes. In the right of 
the Stand U are two screw holes — use the right-hand one (as shown 
in Fig. 1) for the half-inch stroke of the Mold Blade and the left- 
hand one for three-quarter-inch stroke; the screw holes in the left 
end of the Stand U take care of this movement of the Stand (see 
Fig. 1). The fine adjustment for the stroke of the Mold Blade 
is obtained by means of the Micrometer Screw H.ft 

47 Connect the Clamp Connecting Rod J to the Lever P on 
the front of the Mold. The adjustment of the Nuts on the upper 
end of this Rod J should never be broken — if it is, see 10 to If 13 
for directions for adjusting. § 

48 If the attachment has not been previously adjusted as per di- 
rections for adjusting Lead and Rule Mold Operating Attachment (Tfl 
and following) , do so at this point. 

l 49 Throw in the Latch to compress the Piston Spring and 
release it suddenly the same as for display type. All the other 
settings of the Pump are to be the same as for running on com- 
position.** 

50 Set the Speed Regulating Attachment to give the required 
speed. (See f 14 of " Directions for Care and Cleaning Continuous 
Strip Lead and Rule Molds.") 

51 Turn on the water and regulate it to give a maximum 
through the Mold with a very little through the Main Stand of 
the Casting Machine. 

52 Turn the machine over by hand (with Pump locked out) to 
see that everything is working correctly. 



* Note: On machines where the Spring Box is direct connected to the Mold-blade 
Operating Bar, have the machine turned so the Mold-blade-operating-bar Spring Box 
is about midway of its stroke, pull the Mold Blade to the left as far as it will go and continue 
as above. 

t Note: The equipment to accompany Molds Nos. 2 to 7 inclusive had (in place of the 
Micrometer- wedge Stand just described) a Mold-blade-abutment Adjusting Block 
which takes the position of the left Bridge foot and is held by one of the regular Bridge 
Screws. The adjustment tor length of stroke with this arrangement is obtained by means 
of an Adjusting Screw in the Block. 

t Note: On machines where the Spring Box is direct connected with the Mold-blade 
Operating Bar. adjust the Spring Box by means of the Nuts at either end on the Exten- 
sion Rod passing through the Spring Box in a manner similar to that described for later 
machines in ^7 to "9. 

§ Note: On machines equipped with Molds having the short Clamping Lever screw 
the Clamp Connecting Rod (which corresponds to J, Fig 1), as far as it will go into the 
Clamping-lever Ball Socket on the end of the Clamping Lever on the Mold, using the 
two Nuts on the upper end of the Rod to turn it, and lock it with its Lock Nut on the lower 
end. Equipment to accompany Molds Nob. 2 to 7 inclusive had on the Connecting Rod 
a short Spring with a Sleeve beneath it. The length of this Spring is adjustable by means 
of two Nuts below the Sleeve. This adjustment should not be broken— if it is, see the 
note at the foot of page four. Equipments to accompany Molds No. S and following have 
a longer Spring, omit the Adjusting Nuts and, therefore, do not have this adjustment. 

** Note: Sometimes on two-point product this Latch is not required. 
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53 The Port Screw in the Pump Body is to be screwed way 
up to give a full cast of metal in the Mold (a partial or imperfect 
cast might cause a squirt). If, after starting to cast under power, 
it stops casting, or squirts at the Nozzle, screw down on the Port 
Screw a little at a time until the Nozzle frees itself, the Piston 
stroke begins to lengthen, and a perfect continuous cast is obtained. 

54 Throw in the Pump and turn the machine over once or 
twice by hand to see that everything is working correctly before 
throwing over the Starting Lever. 

55 Test the setting of the Mold-blade Micrometer Wedge I 
by breaking some of the rule to see if the junction of the face coin- 
cides with the junction of the top of the body. If this is not correct, 
adjust the Micrometer Wedge I by means of its Adjusting Screw 
H to bring the junctions of the rule in the desired relation. 

56 Caution: In drilling the special Nozzle for the Rule 
Mold use the same drills as for composition Nozzle. That is, 
No. 50 drill from the top and No. 30 drill from the bottom. The 
upper end of the hole in the Nozzle is tapered — do not drill up 
far enough to destroy this taper; the No. 30 drill should go in 
Wanly. 

57 Caution: Be sure when changing back to composition or 
to display type casting to take out the Pump used for rule casting 
and replace it with the regular Pump. The Nozzle is in a differ- 
ent position on the Pump used for rule casting from what it is on 
the standard Pump. 



Plate 1 1 is a separate document 
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